The article presents selected properties of a titanium metallization coating deposited on aluminum nitride (AlN) ceramics surface by means of the friction surfacing method. Its mechanism is based on the formation of a joint between the surface of an AlN ceramics substrate and a thin Ti coating, involving a kinetic energy of friction, which is directly converted into heat and delivered in a precisely defined quantity to the resulting joint. The largest effects on the final properties of the obtained coating include the high affinity of titanium for oxygen and nitrogen and a relatively high temperature for the deposition process. The titanium metallization coating was characterized in terms of surface stereometric structure, thickness, surface morphology, metallographic microstructural properties, and phase structure. The titanium coating has a thickness ranging from 3 to 7 µm. The phase structure of the coating surface (XPS investigated) is dominated by TiN x O y with the presence of TiO x , TiN, metallic Ti, and AlN. The phase structure deeper below the surface (XRD investigated) is dominated by metallic Ti with additional AlN particles originating from the ceramic substrate due to friction by titanium tools.
Introduction
In recent years, the use of aluminum nitride (AlN) ceramics in the many industry branches (chemical, electronics, energy, petrochemical) has been increasing and often requires the production of permanent ceramic-metal joints [1] [2] [3] [4] [5] . Bonding ceramic materials with metals is one of the most difficult tasks in joining engineering. Difficulties in bonding the presented pair of materials result from the extremely different physical and chemical properties of ceramic and metal materials [6] [7] [8] . One of the major problems with the mismatch of ceramics and metal from the point of view of a creation of the joint is primarily the difference in the structure of atomic, ionic, and mixed bonds, and the insufficient wettability of the ceramic surface for most of the liquid metals. Different values of the thermal expansion coefficient a (AlN-5.6 × 10 −6 K −1 ; Ti-8.6 × 10 −6 K −1 ) and the thermal conductivity coefficient λ (AlN-140 ÷ 180 W/m·K; Ti-22,4 W/m·K) are equally important for the properties of the formed joint [9] [10] [11] [12] . It is due to the relatively high level of internal stresses resulting, for example, from the technological conditions of coating application and extremely different physical properties of ceramics and metals.
In most cases of bonding ceramics with metals, during the joining process, the ceramics remain in the solid state [13] [14] [15] [16] [17] , and the metal joined to it is very often in a liquid state. The metallization coating described in this article has been made using the friction method, which allows the creation of a joint between the ceramic substrate and the metallization coating, where during the joining process, both materials remain in a solid state. Currently, there is an interest in various types of surface modification processes and bonding with a mechanical method of energy supply; [18] [19] [20] investigated this approach and found that it makes bonding easier, even for extremely different materials. In the case described in this article, the maintenance of the metal of the resulting coating in the solid state (characterized by high plasticity) results from the supply of energy to the bonding area on the mechanical way (by friction). This method of heating enables precise control of the amount of energy supplied and the narrowing of the place of heating only to the area close to the friction surface of the forming joint [21] [22] [23] [24] [25] .
The purpose of producing a thin titanium coating is the metallization of the ceramic surface, which among others modifies the chemical properties of the surface and facilitates, for example, the soldering of ceramic products with metal through the standard titanium coating. Titanium as a coating material was used due to its significant chemical affinity for the basic components of ceramics, including aluminum and nitrogen [26] [27] [28] [29] [30] .
The purpose of this work is to characterize the surface and phase structure of the Ti metallization coating deposited on AlN ceramic surface by means of the friction surfacing method.
Materials and Methods
In this study, high purity (99%) AlN ceramics manufactured at the Institute of Electronic Materials Technology (Warsaw, Poland) and titanium (standard Grade 2) were used for the research.
The titanium metallization coating was deposited on the ceramic surface by rotational friction with the front of a cylindrical titanium tool (indicated by the arrow in Figure 1a ) with an external diameter of 9 mm and an opening of 3 mm in the axis. The rotating tool additionally made a linear or spiral movement to obtain a coating surface much larger than the tool's working surface ( Figure 1b ). The described tool has been mounted in a holder, enabling the transfer of torque and controlling the pressure on the friction surface. The mechanism of coating formation consists of the plastic galling of the tool's face material on the ceramic surface. The literature of the subject indicates that during the bonding process in the solid state, it is possible to obtain high quality enough and permanent joints of materials with different properties [31] [32] [33] . In order to avoid the oxidation of titanium, the working area ( Figure 1b ) was surrounded by a cylindrical barrier inside of which was supplied with 99.995% of argon shielding gas with a flow rate of 5 l/min, providing oxygen concentration below 5 ppm.
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Results of Structure Investigation

Stereometric Structure of the Surface Layer of the Coating
From the point of view of the purpose of the subject coating as an intermediate layer in the joining processes of metallized ceramics with metals, an important feature in addition to e.g., braze wettability is also the stereometric structure of the surface, which has a significant effect on solderability. The parameters of the measurements that were carried out were a measuring field (x direction) 5 mm × (y direction) 4.5 mm. Parameters of the surface roughness after filtration were determined as Gauss 0.08 mm, and a stereometric map of the examined surfaces was made, which is shown in Figure 3a . The surface structure of the tested coatings applied mechanically is anisotropic; it shows a clear directionality of elevations and dimples, which is a representation of the tool's rotational motion with simultaneous feed. A local imperfection was also noted on the surface of the coating (blue spot in Figure 3 ). Figure 4 presents graphs showing the cloud of registered roughness profiles in the x and y directions. Individual profiles for both directions obtained in the middle of the tested field were also shown, as well as the average value of Ra and Rz for all measurements in both directions. The roughness parameters of the surface are on the relative low level from the used deposition method point of view and do not require further machining for possible surface brazing. The mean values are X direction, Ra-0.404 μm, Rz-1.95 µ m; Y direction, Ra-0.909 µ m, Rz-6.72 µ m. 
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Stereometric Structure of the Surface Layer of the Coating
From the point of view of the purpose of the subject coating as an intermediate layer in the joining processes of metallized ceramics with metals, an important feature in addition to e.g., braze wettability is also the stereometric structure of the surface, which has a significant effect on solderability. The parameters of the measurements that were carried out were a measuring field (x direction) 5 mm × (y direction) 4.5 mm. Parameters of the surface roughness after filtration were determined as Gauss 0.08 mm, and a stereometric map of the examined surfaces was made, which is shown in Figure 3a . The surface structure of the tested coatings applied mechanically is anisotropic; it shows a clear directionality of elevations and dimples, which is a representation of the tool's rotational motion with simultaneous feed. A local imperfection was also noted on the surface of the coating (blue spot in Figure 3 ). Figure 5a shows the morphology of the breakthrough surface of ceramic substrate joint (AlN) with a metallic coating (Ti). SEM images created with a BSE detector show a mass contrast; observations were carried out on the surface of the breakthrough obtained from the simple threepoint bending test of the sample (stretching on the coating side), which is demanding and also consists of a difficult qualitative test of the adhesion between coating and substrate. No chipping was observed in the joint area. The coating material was applied very well without discontinuities; it connected to the substrate and effectively filled the unevenness of the ceramic surface. The structure of the substrate shows the characteristics of AlN ceramics being a sinter of separate grains with characteristic porosity. No cracks in ceramics caused by frictional metallization process were observed. The coating thickness Figure 5a shows the morphology of the breakthrough surface of ceramic substrate joint (AlN) with a metallic coating (Ti). SEM images created with a BSE detector show a mass contrast; observations were carried out on the surface of the breakthrough obtained from the simple threepoint bending test of the sample (stretching on the coating side), which is demanding and also consists of a difficult qualitative test of the adhesion between coating and substrate. No chipping was observed in the joint area. The coating material was applied very well without discontinuities; it connected to the substrate and effectively filled the unevenness of the ceramic surface. The structure of the substrate shows the characteristics of AlN ceramics being a sinter of separate grains with characteristic porosity. No cracks in ceramics caused by frictional metallization process were observed. The coating thickness The coating material was applied very well without discontinuities; it connected to the substrate and effectively filled the unevenness of the ceramic surface. The structure of the substrate shows the characteristics of AlN ceramics being a sinter of separate grains with characteristic porosity. No cracks in ceramics caused by frictional metallization process were observed. The coating thickness ranges from about 3 to 7 µm. The titanium coating tightly covers the ceramic surface, and its volume shows the inclusions of the submicrometric ceramic grains coming from the friction surface, the presence and distribution of which in the coating are stochastic and additionally confirm a high degree of plasticization of the titanium grains during coating production. Figure 3b shows the SEM image of the coating from the surface view at its boundary with the substrate. In all types of coatings, the coverage boundary zone is a sensitive area with a high risk of delamination, which was investigated by [33] [34] [35] [36] [37] . It is due to the relatively high level of internal stresses resulting, for example, from the technological conditions of coating application and extremely different physical properties of ceramics and metals, such as the thermal expansion coefficient and thermal conductivity coefficient [38] [39] [40] [41] . In the case described, no tendency for delamination of the coating was observed. The boundary line of the coating is developed, but without cracks and discontinuities.
Microstructure of the Coating
The presence of aluminum (AlN ceramic grains) in the coating is also confirmed by the surface and linear distributions of elements on the cross-sectional surface of the substrate-coating system, which is presented in Figures 6 and 7 . Linear distributions of elements have been divided into two parts: the first ( Figure 6 ) contains N, Al, and Ti; the second (Figure 7) contains O, Al, and Ti. The separation results from the fact that the N and O lines are close together and deconvolution had to be applied to calculate them correctly.
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The presence of inclusions rich in Al of the size of several hundred nanometers in the part of the Ti coating is visible. Their distribution is random, and their size is in the range from a few to about 500 nanometers. A profile with no sharp corners is favorable from the point of view of residual stress distribution. There are no free spaces between the Ti matrix and ceramics inclusions; however, short, single, randomly located cracks in ceramics were observed. The presence of oxygen in the Ti layer has also been noted. Oxygen and nitrogen are present in the Ti layer. There is little oxygen inside AlN grains; most of it is present at the grain edges. Figure 7 shows the concentration of oxygen in the area of the ceramic grain boundaries, the origin of which most likely results from the technological conditions of sintering AlN ceramics. Oxidation of the AlN ceramic grain boundaries was recorded in the entire volume of the tested substrate. The spectra in Figure 7b from the areas marked with colored rectangles in Figure 7a correspond to the color of the markings. The aluminum in the Ti layer indicated in Figure 6a is most likely not in the free form, but in compounds with nitrogen and oxygen. There was no diffusion of Ti into the substrate. The nature of changes in the concentration of titanium and aluminum at the AlN-Ti interface does not indicate the presence of the wide diffusion transition zone that occurs in ceramic-metal joints obtained by high-temperature sintering/vacuum bright annealing and other high-energy metallization methods [15, 39] .
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Phase Analysis of the Titanium Metallization Coating
The phase structure of the Ti-based metallization coating is very important due to the required surface solderability if the coating will be used for further joining with metals [42, 43] . The problem stems from the difference in the relatively good wettability of pure titanium and the limited wetting of oxides and titanium nitrides with most solders for brazing [44] .
The XRD phase analysis (Figure 8 ) of the deposited coating showed a fairly high homogeneity of the metallic structure of the matrix, consisting mostly of pure titanium, which is practically amorphous (noticeably blurred diffraction signal). The interaction of titanium with air components was limited by using argon protection during the coating process. XRD analysis does not confirm a significant share of Ti chemical solutions that are very likely to occur, nor does XRD analysis confirm a significant share (above sensitivity of this method) of other titanium chemicals. The approximate share by volume of the crystal phase in the structure, identified with the XRD method, is approximately 5%. Additionally, no signal was recorded from the potential diffusion transitional layer. On the XRD diffraction pattern, one can observe a signal from titanium, AlN (ceramic substrate and particles obliterated in the coating), and the Al 8 O 3 N 6 compound being a component of the ceramic substrate.
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Conclusions and Discussion
As a result of research conducted to characterize the selected surface and structural properties of the titanium metallization coating deposited on the ceramics substrate by means of a friction surfacing process, the following conclusions can be made. The titanium coating has a thickness ranging from 3 to 7 µm. This value is large enough to achieve the continuity of the coating; at the same time, its limited thickness has a significant positive effect on the safe low state of residual stresses, lowering the risk of cracking the coating. The connection of the coating and the substrate is continuous; additionally, the coating's material effectively fills the unevenness of the surface of the substrate, caulking the structure of porous ceramics. The volume of the coating contains submicrometric particles of ceramic grains, which due to the friction of the metallization tool were detached from the substrate. Their even distribution indicates a high degree of plastic deformation of titanium during the formation of the coating. The stereoscopic structure of the surface layer of the metallization coating is anisotropic and is characterized by a relatively low roughness, with a mean value of R a = 0.404 µm in the y direction and 0.9 µm in the x direction. R z , respectively 1.96 µm and 6.72 µm. The phase structure of the coating indicates its composite character, in which ceramic particles with dimensions significantly less than 1 µm are dispersed in the volume-dominant titanium matrix. The phase structure of the coating surface (XPS investigated) is dominated by TiN x O y with the presence of TiO x , TiN, metallic Ti, and AlN, additionally, carbon impurities and trace amounts of potassium were detected. Phase structure deeper below the surface (XRD investigated) is dominated by metallic Ti with AlN inclusions.
The peculiar properties of advanced ceramic materials and the resulting difficulties in bonding them with metals and/or the most challenging issue relate to the coating of advance ceramics with metals. Despite a large group of already developed methods and techniques of bonding ceramics with metals, obtaining ceramic-metal joints with high operational properties on the industrial scale will still be the subject of intense research [45] [46] [47] . Many new concepts for the production of ceramic-metal joints are currently being developed, but due to the significant differences in the properties of the components, all the bonding methods are quite troublesome in mass production. The conducted experiments show the possibility of making a useful and economically attractive metallization titanium coating on the surface of AlN ceramics. Provided that argon gas protection is used, it is possible to eliminate the oxidation of titanium despite the heating to a relatively high temperature. The obtained coating is continuous, tight, and well-bonded to the substrate; its stereometric and phase structure favor the wettability of classic solders, e.g., AgCu28 in the context of using a metallization coating as a transition layer for soldering with metals.
In the case of fabricating the surface composites or metallic coatings, it is significantly difficult to avoid the interfacial reaction between the substrate, the coating metal matrix, and the formation of some detrimental phases and cracks. From a different point of view, the friction surfacing process is a solid-state surface modification method, which causes severe plastic deformation, a mixing of material, and lower (than melting point) temperature exposure, leading to significant microstructural refinement, densification, and homogeneity of the processed layer. Difficulties encountered in the fusion methods (particular regarding Ti coatings) for surface modification such as oxidation, cracks, porosity, segregation, and grain growth can be overcome by the friction surfacing process.
Friction surfacing has a significant potential for further industrial applications and is being developed as a practicable alternative to mainstream coating processes. This process allows the dissimilar joining of materials that would be otherwise incompatible or difficult to deposit by fusion-based methods. Friction surfacing has a significant potential for further industrial applications and is being developed as a practicable alternative to mainstream coating processes. 
